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WHAT IS CLAIMEDIS^_ r^l^lJ^eVaT^^^ 

_ _ ^TSSid^iSSiSi^rtrol dev.ce fcfr use 

^wITfiYPd'DlateTi as a target piaien ^ 

movable platen and the fixed piaw 

grating a target ^^S. a position deviation and a 
. mold damping "^^^ ^ . Aviation between the 

ta rge. platen P-^/^l^nJ^et.o^ dating force 

said mold clamping control unit comprise^ ^ ^ 

a subtracting unit for subtraCng the "^V^ value and the 

■ ~ « a cpipcted deviation; and 

said mold Camping control unit compnses- ^ ^ 

a first subtractor for subtracting the detected p 
tar get P ,l position value,oob,ain,hepos„ionde.a.,on. 
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a second subtracter for subtracting the detected mold clamping force 
from the target mold clamping force value to obtain the mold clamping 
deviation; 

a platen position compensation unit for use in converting the position 
deviation into a first control command value for the motor; 

a mold clamping force compensation unit for use in converting the mold 
clamping deviation into a second control command value for the motor; and 

switch for use in selectively supplying the first and the second control 
command values for the jriotorto the mold clamping motor. ' v 

4. A mold clampmg control device as claimed in Claim 1, wherein 
said mold clamping control unit comprises: 

a first subtractor for subtracting the detected platen position from the 
target platen position value to obtain the position deviation; 

a second subtractor for subtracting the detected mold clamping force 
from the target mold clamping force value to obtain the mold clamping 
deviation; 

a switch for use in selectively producing, as a selected deviation, the 
position deviation and the mold clamping deviation; and 

a platen position and mold clamping force compensation unit for use in 
converting the selected deviation into a control command value for the motor 
to supply it to the mold clamping motor. 

5. A mold clamping control device as claimed in Claim 1 , wherein 
said mold clamping control unit comprises: 

a target value switch for use in selectively producing, as a selected 
target value, the target platen position value and the target mold clamping 
force value; 

a detected value switch for use in selectively producing, as a selected 
detected value, the detected platen position and the detected mold clamping 
force, said detected value switch being in cooperation with said target value 
switch; 

a subtractor for subtracting the selected detected value from the 
selected target value to obtain a deviation; and 



converting the dev.atron into a contr 

the con.ro, command value to m Claim 2. wherein 

6 . A moid clamping control device ^ piaten js , 

lhe re,a,ive position be^een the rnovat e ^ n ^ ^ ^ ^ 

p , a .en position, the control ~ d as , first ^o, command 

corresponding to the platen pes. o * def " ^ ^ ^ „ 

va ,oe for .he motor, and the contr c — as , seoond control 

corresponding to the mold c,amp,9 < «- ^ contro , unit 

command value .or the motor, an w re n ^ ^ ^ 

pr0 duces the first control command ^ <° ^ ^ period of 

ftom the beginning oUhe iniect ,on of e m * ^ ^ ^ motor 

lirn e elapses and produces the se«m «*o ^ ^ said moW 

as the con.ro> command after the certa n P- ^ ^ ^ 

Camping control device further ^ 
controlling the mold ciampmg mo «^ ^ 3 , wherei „ 

7 . A moid clampmg control de«ce ^ ^ ^ a 

the relative position between the T^JJ^ unit produces, he f.rst 

^P^-^^tCn?^ command from .he 
con.ro! command value for .he m to * ^ 0 . time 

ginning o, the inaction o, **» for the motor as the 

conuol command after the certarn period ^ rf 

controlling .he mold clampmg <"*~£J n c , aimed ,„ cairn 4, wherein 
8 . A mold clamping control de ce ^ ^ „ , 

the relative position between the movable pfcten ^ ^ „ 

p,a,en posHion, the control ^ a flrs , control command 

corresponding to the platen P-£^ va , ue for the m o,or which is 
valu e for the motor, and the control ^ < ^ ^ 
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produces the first control command value for the motor as a control command 
from the beginning of the injection of the molten resin until a certain period of 
time elapses and produces the second control command value for the motor 
as the control command after the certain period of time has elapsed, said mold 
clamping control device further comprising a motor control unit for drivingly 
controlling the mold clamping motor according to the control command. 

9. A mold clamping control device as claimed in Claim 5, wherein the 
relative position between the movable platen and the fixed platen is a platen 
position, the control command value for the motor which is corresponding to 
the platen position is defined as a first control command value for the motor, 
and the control command value for the motor which is corresponding to the 
mold clamping force is defined as a second control command value for the 
motor, and wherein said mold clamping control unit produces the first control 
command value for the motor as a control command from the beginning of the 
injection of the molten resin until a certain period of time elapses and produces 
the second control command value for the motor as the control command after 
the certain period of time has elapsed, said mold clamping control device 
further comprising a motor control unit for drivingly controlling the mold 
clamping motor according to the control command. 

10. A mold clamping control deviofe as claimed in Claim 2, wherein 
the relative position between the movabte platen and the fixed platen is a 
platen position, the control commana value for the motor which is 
corresponding to the platen position is/defined as a first control command 
value for the motor, and the control command value for the motor which is 
corresponding to the mold clamping force is defined as a second control 
command value for the motor, the idjection molding machine comprising a 
screw for injecting the molten resiru and wherein said mold clamping control 
unit produces the first control command value for the motor as a motor control 
command from a beginning of the injection of the molten resin until a position 
of the screw reaches a predetermined position and produces the second 
control command value for the motor as the motor control command after the 
position of the screw reaches the predetermined position, said mold clamping 
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control device further comprising a motor control unit for driymgly controlling 
the mold clamping motor according to the motor control command. 

11. A mold clamping control device as recited/in Claim 3, wherein 
the relative position between the movable platen ancf the fixed platen is a 
platen position, the injection molding machine comprising a screw for injecting 
the molten resin, and wherein the mold clamping control unit produces the first 
control command value for the motor as a motor control command from a 
beginning of the injection of the molten resin Zntil a position of the screw 
reaches a predetermined position and produces the second control command 
value for the motor as the motor control command after the position of the 
screw reaches the predetermined position/said mold clamping control device 
further comprising a motor control unijr for drivingly controlling the mold 

" clamping motor according to the motor/control command. 

12. A mold clamping contro/device as claimed in Claim 4, wherein 
the relative position between the movable platen and the fixed platen is a 
platen position, the control command value for the motor which is 
corresponding to the platen position is defined as a first control command 
value for the motor, and the control command value for the motor which is 
corresponding to the mold clamping force is defined as a second control 
command value for the motorc the injection molding machine comprising a 
screw for injecting the moltenr resin, and wherein said mold clamping control 
unit produces the first control command value for the motor as a motor control 
command from a beginning of the injection of the molten resin until a position 
of the screw reaches a /predetermined position and produces the second 
control command value/for the motor as the motor control command after the 
position of the screw reaches the predetermined position, said mold clamping 
control device further comprising a motor control unit for drivingly controlling 
the mold clamping motor according to the motor control command. 

13. A mo/d clamping control device as claimed in Claim 5, wherein 
the relative position between the movable platen and the fixed platen is a 
platen position/ the control command value for the motor which is 
corresponding fo the platen position is defined as a first control command 
value for the motor, and the control command value for the motor which is 
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corresponding to the mold clamping force is defined as a second control 
command value for the motor, the irfection molding machine comprising a 
screw for injecting the molten resii/and wherein said mold clamping control 
unit produces the first control command value for the motor as a motor control 
command from a beginning of/the injection of the molten resin until a position 
of the screw reaches a predetermined position and produces the second 
control command value forythe motor as the motor control command after the 
position of the screw reaones the predetermined position, said mold clamping 
control device further comprising a motor control unit for drivingly controlling 
the mold clamping motpr according to the motor control command. 

14. A method for controlling mold clamping in an injection molding 
machine, said method comprising the steps of: 

detecting a relative position between a movable platen and a fixed 
platen to produce a detected platen position; 

detecting a mold clamping force exerted on a mold clamped by the 
movable platen and the fixed platen to produce a detected mold clamping 
force; 

generating a target value between the movable platen and the fixed 
platen as a target platen position value for generating a target mold clamping 
force value; 

calculating a position deviation and a mold clamping deviation, the 
position deviation being a deviation between the target platen position value 
and the detected platen position, the mold clamping deviation being a 
deviation between the target mold clamping force value and the detected mold 
clamping force value; and 

selectively controlling a mold clamping motor based upon one of the 
position deviation and the mold clamping deviation. 

15. A method for controlling mold clamping as claimed in Claim 14, 
said method further comprising: 

subtracting the detected platen position and the detected mold 
clamping force from the target platen position value and the target mold 
clamping force value, respectively, to produce the position deviation and the 
mold clamping deviation, respectively; 
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selectively producing the position deviation and the mold clamping 
deviation as a selected deviation; and 

generating a control command value for the mold clamping motor 
according to the selected deviation. 

16. A method for controlling mold clamping as recited in Claim 14, 
said method further comprising the steps of: 

subtracting the detected platen position from the target platen position 
to obtain the position deviation; 

subtracting the detected mold clamping force from the target mold 
clamping force to obtain the mold clamping deviation; 

converting the position deviation into a first control command value for 
the motor; converting the mold clamping deviation into a second control 
command value for the motor; and 

selectively supplying the first and second control command values for 
the motor to the mold clamping motor. 

17. A method for controlling mold clamping as recited in Claim 14, 
said method comprising the steps of: 

subtracting the detected platen position from the target platen position 
to obtain the position deviation; 

subtracting the detected mold clamping force from the target mold 
clamping force to obtain the mold clamping deviation; 

selectively producing the position deviation and the mold clamping 
deviation as a selected deviation; and 

converting the selected deviation into a control command value for the 
motor to supply the control command value to the mold clamping motor. 

18. A method for controlling mold clamping as recited in Claim 14, 
said method further comprising the steps of: 

selectively producing, as a selected target value, the target platen 
position value and the target mold clamping force value; 

selectively producing, as a selected detected value, the detected platen 
position and the detected mold clamping force; 

subtracting the selected detected value from the selected target value 
to obtain a deviation; and 
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converting the deviation into a control command value for the motor to 
supply the control command value to the mold clamping motor. 

19. A method as recited in claim 15, wherein the relative position 
between the movable platen and the fixed platen is a platen position, wherein 
the control command value for the mold clamping motor corresponding to the 
platen position is defined as a first control command for the motor, and the 
control command value for the motor which corresponds to the mold clamping 
force is defined as a second control command value for the motor, said 
method further comprising the steps of: 

producing the first control command value for the motor as a control 
command from a beginning of the injection of the molten resin until a certain 
period of time elapses, and producing the second control command value for 
the motor as the control command after the certain period of time has elapsed; 
and 

drivingly controlling the mold clamping motor according to the control 
command. 

20. A method as recited in claim 16, wherein the relative position 
between the movable platen and the fixed platen is a platen position, said 
method further comprising the steps of: 

producing the first control command value for the motor as a control 
command from the beginning of the injection of the molten resin until a certain 
period of time elapses; 

producing the second control command value for the motor as the 
control command after the certain period of time has elapsed; and 

drivingly controlling the mold clamping motor according to the control 
command. 

21. A method as recited in claim 17, wherein the relative position 
between the movable platen and the fixed platen is a platen position, the 
control command value for the motor which corresponds to the platen position 
is defined as a first control command value for the motor, and wherein the 
control command value for the motor which corresponds to the mold clamping 
force is defined as a second control command value for the motor, said 
method further comprising the steps of: 
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producing the first control command value for the motor as a control 
command from the beginning of the injection of the molten resin until a certain 
period of time elapses; 

producing the second control command value for the motor as the 
control command after the certain period of time has elapsed; and 

drivingly controlling the mold clamping motor according to the control 
command. 

22. A method as recited in claim 18, wherein a relative position 
between the movable platen and the fixed platen is a platen position, the 
control command for the motor which corresponds to the platen position is 
defined as a first control command value for the motor, and wherein the control 
command value for the motor which corresponds to the mold clamping force 

is defined as a second control command value for the motor, said method 
further comprising the steps of: 

producing the first control command value for the motor as a control 
command from the beginning of the injection of the molten resin until a certain 
period of time elapses; 

producing the second control command value for the motor as the 
control command after the certain period of time has elapsed; and 

drivingly controlling the mold clamping motor according to the control 
command. 

23. A method as recited in claim 15, wherein the relative position 
between the movable platen and the fixed platen is a platen position, the 
control command value for the motor corresponding to the platen position is 
defined as a first control command value for the motor, and wherein the control 
command for the motor which corresponds to the mold clamping force is 
defined as a second control command value for the motor, said method further 
comprising the steps of: 

producing the first control command value for the motor as a motor 
control command from a beginning of injection of the molten resin until a 
position of an injection screw reaches a predetermined position; 
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producing the second control command value for the motor as the 
motor control command after the position of the injection screw reaches the 
predetermined position; and 

drivingly controlling the mold clamping motor according to the motor 
control command. 

24. A method as recited in claim 16, wherein the relative position 
between the movable platen and the fixed platen is a platen position, said 
method further comprising the steps of: 

producing the first control command value for the motor as a motor 
control command from a beginning of injection of the molten resin until a 
position of an injection screw reaches a predetermined position; 

producing the second control command value for the motor as the 
motor control command after the position of the injection screw reaches the 
predetermined position; and 

drivingly controlling the mold clamping motor according to the motor 
control command. 

25. A method as recited in claim 17, wherein the relative position 
between the movable platen and the fixed platen is a platen position, the 
control command value for the motor corresponding to the platen position is 
defined as a first control command value for the motor, and wherein the control 
command value for the motor corresponding to the mold clamping force is 
defined as a second control command value for the motor, said method further 
comprising the steps of: 

producing the first control command value for the motor as a motor 
control command from a beginning of injection of the molten resin until a 
position of an injection screw reaches a predetermined position; 

producing the second control command value for the motor as the 
motor control command after the position of the injection screw reaches the 
predetermined position; and 

drivingly controlling the mold clamping motor according to the motor 
control command. 

26. A method as recited in claim 18, wherein the relative position 
between the movable platen and the fixed platen is a platen position, the 
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control command value for the motor corresponding to the platen position is 
defined as a first control command for the motor, and wherein the control 
command value for the motor which corresponds to the mold clamping force 
is defined as a second control command value for the motor, said method 
further comprising the steps of: 

producing the first control command value for the motor as a motor 
control command from a beginning of injection of the molten resin until a 
position of an injection screw reaches a predetermined position; 

producing the second control command value for the motor as the 
motor control command after the position of the injection screw reaches the 
predetermined position; and 

drivingly controlling the mold clamping motor according to the motor 
control command. 



